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ART   OF   COPPERSMITHING.

are much more economical as regards fuel and would seem much
better adapted for washing purposes than a wash-boiler on a cook
stove. Some of these boilers are made to serve for both washing and
brewing. A copper to be used for brewing is made a little different
from a washing-copper, although the greater part of their construc-
tion is the same. Let us proceed with a washing-copper to hold about
20 gallons and a brewing-copper of a little larger capacity. Now, in.
nearly all cases the sides are all cut out and furnished ready to be put
together, and the bottoms also, which are already raised up at the
edge some 3 or 4 inches, and therefore few boys or men trouble
themselves as to the dimensions they ought to be, their only care
being to put them together into shape as quickly as possible, which
they proceed to do in the following manner : The sides are first
examined and made true, if necessary. As shown in Fig. 27, one
piece is laid halt-way on the other and a line drawn along the edge of
the top piece ; rr is then turned over and the end of the same edge
placed at the end of the line drawn on the other piece. If the edge
coincide with the line drawn and the curved edges also coincide, it
will be considered true. If the end edges do not coincide, divide the
difference at one end and pare it until the edge and line coincide with
each other. Next, the holes are punched along the side and bottom
edge, as shown in Fig. 28, in such a way that the distance between the
center of the holes will be equal to the diameters of the head and
shank of rivet added together. Thus if the head be i inch and the shank
% inch, then the distance between the centers of the holes will be i%
inches. The rivets in the bottom must be at least one size larger, some-
times two sizes, according to the strength of the bottom, which is
always much stronger than the sides.

Now form the sides and put three rivets in each seam, as in Fig.
29, and knock them down half-way temporarily, and put a small
tack in the middle of the part which will form the brim at top ; then
with a racer (Fig. 30) or a pair ot compasses mark off the width of the
brim as in Fig. 29. Now take the copper and put it on a suitable head,
which is placed in the square shank (Fig. 31) and run a course around
with a* hammer on the bottom side of the line that marks the width
of the brim, to harden the metal, after which proceed to lay off the
brim with a mallet, being careful to get it down true. Next smooth
it down on an anvil, with a full-faced hammer, this being done
carefully so as to preserve the roundness. The sides are now stifi
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